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; , Additional Product 


ees ДШИ 


1.0 DC DOCUMENT CONTROL 


. Description : 


Comment: DOCUMENT CONTROL 
` Photocopy bluefile and create labels as per PPP 0412.664: 203 CHG 006 
06009129 Crosstube Material 


ІШ! — W 


Comment: Qty: 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 
Pick: E 

Qty Part number: Description Batch 

1 D6009-129 Crosstube. 2654@ 

Check О: = 3.500"; 1D = 2.250" 
MORI SEIKI — MORI SEIKI CNC LATHE LARGE 


Comment: MORI SEIKI CNC LATHE LARGE 


| 1-Fill tube with sand & install plugs DT8534 on both ends as per Folio FA166 


2-Tum first side as per Folio FA166 


3-Deburr & Inspect for surface damage. Repair damage within limits as per Dwg D412-664-243. 
INSPECT ALL DIM TO DIM SHEET 


ШІШ (ШІ 


Comment: |NSPECT ALL DIM TO DIM SHEET 


Paae 1 ` i Farm: mrocess 


қ Monday, 5/7/2007 9:57:40 АМ 
User: s Kim Johnston 


Process Sheet 
| . Custdmer: CU-DAR001 Dart Helicopters Services Drawing Name: HIGH AFT X-TUBE 412 


Machine Or Operation: Description : 
MORI SEIKI MORI SEIKI CNC LATHE LARGE 


ШІ ШІ 


Comment: MORI SEIKI СМС LATHE LARGE 


Job Number: 32230 
Job Number: 


Part Number: D412664203 


1-Тит second side as per Folio FA166 


2-Deburr & Inspect for surface damage. Repair damage within limits as per Dwg D412-664-243. 


. „3- Remove sand and plugs 


4-Scribe part # and batch # using vibrating stylus as per Dwg D412-664-243 Inside of 
Cuff(Donot engrave on outside of tube) 
INSPECT ALL DIM TO DIM SHEET 


GO. o 2 | 


Comment: |NSPECT ALL DIM TO DIM SHEET 


QC8 


Comment: SECOND CHECK 
LANDING GEAR 1 LANDING GEAR RESOURCE 1 


ШО | ЇЇ 


Comment: | ANDING GEAR RESOURCE 1 


^ 


SECOND CHECK 


1-Polish entire outside surface of crosstube 
INSPECT WORK TO CURRENT STEP 


QC5 


Comment: INSPECT. WORK TO CURRENT STEP 
HAND FINISHING1 HAND FINISHING RESOURCE #1 


MM. о MINE 


Comment: HAND FINISHING RESOURCE #1 | L 
Chemical Conversion Coat as per 051 005 4.1... fel " б Z 


QC3 d INSPECT POWDER COAT/CHEMICAL CONVERSION 


u 
Comment: |nspect work & Chemical conversion Coat 


> Км Жы oce 


Pane ? А : Farm: mracess 


54; 


Monday, 5/7/2007 9:57:40 AM 7 {О Si 


FUP ont Желін Sheet - 
Customer: CU-DAROO1 Dart Helicopters Services Drawing "Мате: HIGH АЕТ X-TUBE 412 
Job Number: 32230 Part Number: D412664203 


Job Number: 


Machine Or Operation: Description : 
BENDING MACHINE 


ETT uu» 


Comment: BENDING MACHINE 
Bend tube as per Dwg D412-664-243 using СМС bender program 412-af and Folio ҒТ010 ж“. 7- Y- - 
| MENSIONAt CHECK OF X-TUBES 


5 DI 
ШИ  а-жәв ОП 


Comment: DIMENSIONAL CHECK OF X-TUBES 
LANDING GEAR 1 LANDING GEAR RESCURCE 1 


Comment: | ANDING GEAR RESOURCE 1 


1-Drill pilot holes in tube as per Dwg D412-664-243 using drill Jig DT8550 & DT8551 \ EL 


2-Ream hole to finish size in tube as per Dwg D412-664-243using drill Jig DT8550 & DT8551.Check 2 ET 
dimensions ремеей holes, both sides on both cuffs, to ensure alignment with saddle holes. | 


3-Deburr & Inspect for surface damage. Repair damage within limits as рег Dwg 0412-664-243 20 рд g. РД 


HAND FINISHING1 HAND FINISHING RESOURCE #1 


ІШ E Du 


Comment: HAND FINISHING RESOURCE #1 
Chemical Conversion Coat as per QSI 005 4.1 
INSPECT POWDER COAT/CHEMICAL CONVERSION 


ЕТІ! EN ОШИ 


Comment: — POWDER COAT/CHEMICAL CONVERSION 
INSPECT WORK TO CURRENT STEP 


ЕРЕК ІІ 


Comment: |NSPECT WORK TO SURREY! STEP Г 
18.0 OUTSIDE SERV.10 OUTSIDE SERVICES -LG 


DUUM ШІ! 


Comment: Sub-Contracting OUTSIDE SERVICES % р 
Liquid Penetrant Pie as per QSI 0380г - : 
Issue Р/О: Vg Әрі as per ASTM 1417 Cat Youn D 
Level 2 Attach copy of NDT results to work order 


Pane 3 А А Farm: тглсаѕѕ 


Date: , Monday, 5/7/2007 9:57:40 AM — . to. NE 
User >- Kim Johnst К 
| peers _ Process Sheet 
7 Customer: CU-DAROO1 Dart Helicopters Services Drawing Name: HIGH AFT X-TUBE 412 


Job Number: 32230 ) Part Number: D412664203 


Seq. ft: Machine Or Operation: Description : 
PACKAGING 1 ' . PACKAGING RESOURCE #1 


TAI ЇЇ 


Comment: PACKAGING RESOURCE #1 
Inspect for transit damage 
Ensure copy of NDT results attached to work order. 


Comment: Inspect for damage & ensure results are as per Dwg 
SPRAY PAINTING í 


ШУ 


Comment: SPRAY PAINTING 


1-Prime inside and outside crosstube as per asi 005 4.2 


Өс ot to Dò 


2-Paint outside crosstube with White Imron as per QSI 005 4.2 


422: INSPECT SPRAY PAINT 
ШОҒЫ ШІЛ 


Comment: Inspect Spray Paint | 
T in plastic bag to protect from scratches TT oF - (oY 
Rubber Cushion (per sq ft) 


“WI ШІ 


Comment: Qty: 0.0492 sf(s/Unit Total: 0.0492 sf(s) 
Rubber Cushion (per sq ft) 
.630" х5.70" х2рсѕ | 
Bath. 928% O1 ^lo -25- 


02856600 "Abrasion Strip 


Шү 


Comment: Qty: 1.7640 f(s)/Unit Total: 1.7640 f(s) 
Pick: 
Qty Part number Description Batch 
2 D2856-600(Cut to 10.090") Abrasion Stip 25656 


D28961 Support 


Comment: Qty.: 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 
Pick: 


Qty Part number Description Batch ‚ 
1 02896-1 supot Ф Sloe) ETO (ar 


Pane 4 Farm: mrneess 


DR РИТА а Emm ge SL RS Ru ve Cae SE ER eh 4 m 


Date: Monday, 5/7/2007 9:57:40 AM EE 

User. . Kim Johnston Proce: yis de “eat 

77  Custbmer. CU-DAR001 Dart Helicopters Services 7 ; “Name: HIGH AFT X-TUBE 412 
: 


Job Number: 32230 «ber: 0412664203 


Seq. #: Machine Or Operation: Description : 
Chafing Shield 


Comment: Qty: 2.0000 Each(s)/Unit Total: 2.0000 Each(s) 
Pick: 
Qty Part number Description Batch Qo 
2 03189-1 Chafing Sheild Boo _ ағ” Ot «(29-2 3 


MS2192028 Clamp(per MIL-DTL-8783C) 


ТІЛШЕ | ШІ 


Comment: Qty: 4.0000 Each(s)/Unit Total: 4.0000 Each(s) 
Pick: 
QtyPart number Description Batch 
4 M$21920-28 Clamp /OY € 


MS2192030 clamp(per MIL-DTL-8783C) 


Comment: Qty: 2.0000 Each(s Unit Total: 2.0000 Each(s) 
clamp(per MIL-DTL-8783C) 
batch; (Әсі 
LANDING GEAR 1 LANDING GEAR RESOURCE 1 


Comment: | ANDING GEAR RESOURCE 1 
Assemble as per Dwg D412-664-203 


1-Install supports with magnobond as рег QSI 015 Adhere for for 12 Hrs 
AIR 6398 Magnobond — Bath (04022 fT ot-to214 
Expiry раев. ОЗ et 
5G? солқ 
2-Install clamps as per Dwg D212-664-141. ЖЫ clamps to 80-100 іп Ib. ET O7-(O 2С 
INSPECT WORK TO CURRENT STEP 


5 
{д 


Comment: |М5РЕСТ WORK TO CURRENT STEP 
PACKAGING 1 PACKAGING RESOURCE #1 


Comment: PACKAGING RESOURCE #1 
Pick Packing Kit 


^. Pane 5 Farm: mrocess 
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Date: , Monday, 5/7/2007 9:57:41 AM 
User: . > Kim Johnston 


Customer: CU-DAROO1 Dart Helicopters Services 
Job Number: 32230 


Job Number: | || І | | | ІІ 


. Machine Ог operation: 
AN640A 


32.0 
t Comment: Qty.: 


4.0000 Each(s)/Unit 


Bolt 
Batch, M [ОЧ 5 (4 


AN641A 


2.0000 Each(s)/Unit 


Comment: Qty.: 
Bolt 


Batch: M 100 442 


340 AN960JD616 


4 Comment: Qty: 18.0000 Each(s)/Unit 


Washer 


Bath; MoS AaS 


350 MS21042L6 


Process Sheet 
Drawing Name: HIGH AFT X-TUBE 412 


H 


Part Number: D412664203 


Description : 


4.0000 Each(s) 


А» 
ІШ 


2.0000 Each(s) 


Washer 


18.0000 Each(s) 


C ЇЇ 
кы Qty: 6.0000 Each(s)/Unit 


Nut 


Batch: M | бА Ay 


6.0000 Each(s) 


INSPECT 100% KITS FOR COMPLETENESS 


Comment: |NSPECT 10096 KITS FOR COMPLETENESS 


PACKAGING 1 


Comment: PACKAGING RESOURCE #1 


PACKAGING RESOURCE #1 


Identify and pack for shipping as per PPP D412-664-203 


***''*Ensure tube is not packaged if curing time is less than 12 hrs, see step 27 for application time & date 


КККК 


Time & date of packaging: 2: aw / A Л 45 


Location: 
PPP Rev: 


Paae 6 


Farm: rnrocess 


Date: - "Monday, 5/7/2007 9:57:41 AM 


User: > Kim Johnst 
Lg Process Sheet 
Customer: CU-DAROO01 Dart Helicopters Services Drawing Name: HIGH AFT X-TUBE 412 


Job Number: 32230 Part Number: D412664203 


Machine Or Operation: Description : 
FINAL INSPECTION/W/O RELEASE 


NETTE m 


Comment: FINAL INSPECTION/W/O RELEASE 


Pane 7 


Farm: mroacess 


DART AEROSPACE LTD WorkOrder:| 32230 | 
Description: Crosstube Assembl i D412-664-243 
rene ee Wa ee ee 
Page 1 of 1 
FIRST ARTICLE INSPECTION CHECKLIST 
[x] First Article [| Prototype 
i І Actual 
Inspection sheet Tolerance | Method of Comments 
Drawing Dimension ' Dimension inspection 
2.684 +0.005/-0.00 2 48GB | ^ | — | 12 y 
0001000 2 Z4Z. |J | | -+i| ~*~ 
+0.005/-0.000 2,89 |— | To o To o 
[. 80  *o00r000 .Q«/7|- | |. | 
3.163 |*0005-000 [3-/&7 [г | | р _ 
| 3.308 005520 [з 377 | ~ | | | . |] | | 
3.429 %0.005/-0.000 --/ 
2.990 +0.005/-0.000 |22. S5 -— 
2.618 | +0.008-0.000 |2.£/€- |- | | | —~d 
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pem 2 
ase DEO КЕЛІН ae 
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pec qox г 
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H:\FORMS\Quality Assurance\approved QA\FAIB Rev А 


Prototype Approval: 


Rev | Date | Change | 
New Issue P/O D412-664-203 ЕЛІКТІ | 
| B | 06.03.09 | Dwg Rev updated [KJJLM [eZ | 


ШТІ 


Work Order: 


Description: Crosstube High Aft (412 Part Number D412-664-203 


Inspection Dwg: D412-664-243 Rev: р 222201 Раве1оҒ1 
©. 


FP оҙоч.о? 


DART AEROSPACE LTD 


. QC15 Inspection 
| | Date | 


Date 


Re Date Change 
A 07.02.06 New Issue 


H:IsoMormsidimension sheets\approved DS\Blank-XtubeBend-DimSheet rev C.doc 


abs DART AEROSPACE LTD 

pl HAWKESBURY, ONTARIO, CANADA 
CHECKED APPROVED DRAWING NO. REV. D 
=H? |D412—664—243 SHEET 1 OF 3 


DATE TITLE SCALE 
07.03.09 CROSSTUBE ASSEMBLY (412 НІ AFT) ws 
01.10.17 | NEW ISSUE 


05.02.04 | ADD HOLES FOR COMPATABILITY 
WITH BHT/AA SKIDTUBES 
C 06.10.27 | REMOVE 02856--600-1087, ADD 
D2732—058 & MAGNOBOND 6398 
М 07.03.09 


MS21920—32 WAS М521920-50 

REMOVE D2732—058, CHANGE TO 
р3595-063-570 

| Qty | Part Number — |Description — | 

Eee ст c сине кеу ee 

Г X |D412664243 ^ 3 $|CROSSTUBE ASSEMBLY (412 HIGH AFT) | 

pp e ес ee 


1 D2896-1 SUPPORT 
D2856-600-1009 ABRASION STRIP 


RELEASE!) | 


EINER 
4 CLAMP 
2 | 
[ 2 |03897 CHAFING SHIELD | 
EB eae ia) Ge eee NN 


MAGNOBOND 6398 | ROCKWELL SPECIFICATION RBO-120-023 


ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
TYPE ІІ, CLASS 2 ADHESIVE 


GENERAL NOTES: 


1) TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED. 
2) MATERIAL: MANUFACTURED FROM D6009-129 
FINISHED LENGTH = 124.09+0.020 
3) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART QSI 005 4.2 
PAINT OUTSIDE PER DART 005 4.2 x 
4) PART IS SYMMETRIC ABOUT CENTERLINE. 
5) RUN-OFF PART. BLEND OUT EDGE LONGITUDINALY, TRANSITION SHOULD BE 


SMOOTH. SHOP COPY 

6) BEND PROGRESSIVELY WITH A MINIMUM OF 8 PASSES. MAXIMUM TUBE - RETURN TO 
FLATTENING DUE TO BENDING IS 6% BASED ON O.D. - 
ENGINEERING 


7) LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSSTUBE PER QSI 038. 
8) SCRIBE DART PART NUMBER AND BATCH NUMBER IN THIS AREA WITH VIBRATING CONTROLLED COPY 


STYLUS. MENT 
9) INSTALL D2856-600-1009 ABRASION STRIP WITH A 0.13 (REF) GAP ON BOTTOM SIDBUBJECT TO AMEND?! 

OF CROSSTUBE PER 051 035. WITHOUT NOTICE 
10) EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE Ww ORDER 


TUBE. THE OUTSIDE SURFACE MUST BE SMOOTH AND FREE FROM SURFACE 
DEFECTS SUCH AS SCRATCHES, NICKS, OR DENTS. DEFECTS UP TO 0.005" MAY BE NO. —— 57 ——- 
BLENDED OUT LONGITUDINALLY. CIRCUMFERENTIAL GRIND MARKS ARE 
UNACCEPTABLE. 
11) APPLY A 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 TO THE SURFACE OF 
D2896-1 THAT WILL BE IN CONTACT WITH THE CROSSTUBE PER QSI 015. LET CURE 
FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 
12) INSTALL MS21920-30 CLAMPS (OR -32) WITH D3595-063-570 RUBBER CUSHIONS TO 
SECURE D2896-1 SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMPS 
2 ARE OPPOSITE CROSSTUBE SUPPORT. 
13) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN 
SAFETY AND THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


Copyright Ө 2001 by DART AEROSPACE LTD 


THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT IT IS NOT TO BE USED FOR ANY PURPOSE OR COPIED 
OR COMMUNICATED TO ANY OTHER PERSON WITHOUT WRITTEN PERMISSION FROM DART AEROSPACE LTD. 


31.96" (812mm, REF) 3.500 (STOCK, REF) A AN A A 02896-1 SUPPORT (1) 


TO END OF R102.0 BEND 0.625 (REF) . D3595-063-570 RUBBER CUSHION (2) 
ALONG CENTERLINE MS21920—30 CLAMP (2) 


MS21920-28 CLAMP (2) 
=== D2856—600-1009. ABRASION STRIP (1) 


16.78" (426mm, REF) (2 PLACES PER CROSSTUBE) 
AA 03189-1 CHAFING SHIELD (1) | Е 
(INSTALLED OVER ABRASION STRIP) 


ALONG CENTERLINE 
OF R30.0 BEND 22” 


NN S A 
SS Й 
24.57%0.15 

R102.0£2.0 


L 

| 

1 

| 

1 

13.26" (REF) / д j R30.0x2.0 | 
(337mm) " | 
LI 

| 

1 

| 


ва сЕ 
55.03 (REF) e0.386* 9.005 


BENDING DETAIL УДА HOLE TO BE ALIGNED 
SCALE 1:10 WITHIN 0.001 OF HOLE 
ON OTHER SIDE OF CUFF RELEAS 2 


m 


| £?.64.24 z 2 


SEE DETAIL A. R100.0 TRANSITION BETWEEN R100.0 TRANSITION BETWEEN 
ON SHEET 3 TAPERED SECTIONS TAPERED SECTIONS 


TURNING DETAIL SORES HOLE ТО BE 
ALIGNED WITHIN +0. 
SCALE 1:10 OF HOLE ON OTHER SIDE 


APPLY MAGNOBOND = 
BETWEEN 02896--1 AND SCALE 2:5 
THE CROSSTUBE 


г \ t D2896-1 
2.518389] —- 
2.684+9905 
2.748+9005 (REF) 
2.884+8998 (REF) 
5.019+2905 (REF) x 03595-063-570 


42 3,1635 (REF) £ RUBBER CUSHION 
. ; (UNDER CLAMP, REF) 


5.000+0.030 
9.315+0.030 
13.315+0.030 
21.707+0.030 
30.099+0.030 
39.05040.030 
48.001+0.030 
55.546+0.030 
59.546+0.030 
62.05 
(ВЕР) 


4 
---5. 


ы TAPER UNIFORMLY FROM í 
3.429 78295 THROUGH TO 3.500505 MS21920—30 
RUNNING OFF PART CUFF DETAIL CLAMP (REF) 


£ А DRAWN BY 
iw : рант E T 
MS21920-28 CLAMP (REF) COND CHECKED APPROVED „| [DRAWING NO. REV. D 
H : ON ui Zu. 0412-664-243 SHEET 2 OF 3 
DATE TRE SCALE 
PERSON WITHOUT WRITTEN PERMISSION FROM i 
07.03.09 CROSSTUBE ASSEMBLY (412 HI AFT) 110 | 


SCALE 2:5 


DETAIL A: CROSSTUBE CUFF 


2.990:0:205 


--- 4.971+0.030 
— — 5.393+0.030 


50 X 0.500 DEEP 


A CHAMFER 


SEE DETAIL B 


0.000 0.000 


| | 3.429+0.005 3.500+9:095 3.526*0805 


2.618*0 985 (REF) 


RUN OFF 
LN PART 
COPYRIGHT Ө 2001 BY DART AEROSPACE LTD. 


DESIGN 
THIS DOCUMENT 15 PRIVATE AND CONFIDENTIAL, | CHECKED APPROVED jj  |DRAWING NO. 
D IS SUPPLIED ON THE EXPRESS CONDITION сы 0412-664-243 
DATE THLE SCALE 
PERSON WITHOUT WRITTEN PERMISSION FROM 
ҚЫ 07.03.09 CROSSTUBE ASSEMBLY (412 НІ AFT) 1:1 


09/13/2007 15:24 15146360031 HEATHAIR INTL PAGE 61 


| e 
Hea hAir 
INTERNATIONAL (1991) INC. 


A Ava. Lepine, Dorval, Québec НӘР 133 
l.: (514) 636-1000 * Fax: (514) 636-0031 
(514) (514) А.М.О. Number: 46/00 


NON-DESTRUCTIVE TESTING REPORT | 


AIRCRAFT / COMPONENT INFORMATION 


37465 


REGISTRATION: MODEL/TYPE: SERIAL NUMBER: 


TOTAL HR/LDG: - OPERATED BY: BASED AT; 


INSPECTION REQUIREMENTS | 


Carry out FPI of (7) cross tubes (external surface) as per ASTM E-1417-05 and the Dart QSI 038, 
Section 4.1.1 (on file at client) - parts delivered to HeathAir. 

Qty (3) P/N D212-664-201  S/N's B32682, B32679 and B32683. 

Qty (1) P/N 0412-664-203 S/b 
Qty (3) P/N 0206-667-203 S/N 


834042, B34049 and B34048. 


[jme [masono Y ]wwmum —  [jWamenceamcs [C] vew CUMRENT 


INSPECTION REPORT 


| Fluorescent penetrant inspection was performed in accordance with the above кшен оп (7) 


Cross tubes. 
Note: A Level 3 penetrant was substituted for the requested Level 2 ( 3 is more sensitive) 


Ardrox 970P25E Batch #04B503. 


(7) cross tubes inspected. (7) PASSED / (0) FAILED. 


THE MAINTENANCE DESCRIBED ABOVE HAS BEEN PERFQBMED IN ACCORDANCE WITH 
THE APPLICABLE STANDARDS OLATRMORI MINESS 


2 же 2 | INSPECTION 
INSPECTED BY AER DE M STAMPIS 


Д 2% Ж LL 


September 18, 2007 
DATE 


CUSTOMER INFORMATION 
О 
customer:-Dart Aerospace P.0. NUMBER P 
Lin 
ADDRESS: CONTACT NAME; 
LABOUR Ф $ 452 05 20 
MATERIALS 2 | 
TRAVEL EXPENSES Ф GST 
HOTEL EXPENSES @ PST 


WHITE COPY — INSPECTION FILE + YELLOW COPY - CUSTOMER ” PINK COPY ~ ACCOUNTANT 


Page 1 of 1 


» Chris Provencal- 


УУУУ УУУУ УУУ УУУУ УУУУ УУУ УУ УУУ УУУУ УУУУУУУУУУУУУУУУУУУУУУУУУУУУУУУУУУУУУУУУУУУ S ASA RASA AA STAT AAA AAA AA TVA As SS 


VVVMVASSSS SANSA NAA AMAT S NA 


From: David Shepherd [dshepherd@dartaero.com] 
Sent: October 18, 2007 1:50 AM 

To: 'Chris Provencal' 

Cc: 'Mike Petsche’; 'Bill Beckett 

Subject: RE: NCR D412-664-243 


Chris, 


This is a tough one. Obviously, the safe answer is to scrap the tube, especially in consideration of the recent failure at 
Asesa. However, if we were to do so, we'd probably be throwing at least $2000 into the garbage, so that is tough to 


swallow. 


Based on the fact that the damage is minimal, the transition is smooth, and the damage is on the top (compression) side 
of the tube at a 45 degree angle and 3" away from the support, | would be inclined to ACCEPT this tube. 


How does Bill feel about this tube? 


David 


NMRWRRRWWRWWMWRWRRu——-—uu—mAmRAmAaAE——RRRRR——————-—-—-—-————t———————  —————————— ал лл алара 


Sent: Thursday, October 11, 2007 9:29 АМ 
To: 'David Shepherd' 

Cc: 'Mike Petsche' 

Subject: NCR D412-664-243 


David, 


Attached are pictures / pdf detailing the ‘depression’ in a D412-664-243 crosstube. As best as | can measure it, the 
depression isn't larger than 0.013". The actual depth is hard to measure, with the tube being an ellipse at that location, 
and the surface curving in two directions. | measured a location on the opposite side of the xtube, in a similar location, 
and got a 0.013" difference. They've blended out the depression rather well, you can barely feel the transitions with your 


finger. 


The depression is 3.2" away from the support, on the top portion of the tube, approximately at 45 deg. from the top ofthe 
top. Approximately 1.25" long (along tube length) x 0.63" wide (along circumference). The surface marks you see in the 
photos are from the blade micrometer, which marks the tubes extremely easily. All those marks would have to be polished 
out if the tube is acceptable. 


Considering the depth is close to the allowable damage tolerance of the tube (0.015"), l'm not keen on accepting this 
myself. Although, the location of the depression is not likely to be physically damaged from everyday use, although it 
could still corrode. 


What is your disposition on this tube? 


-Chris 


No virus found in this incoming message. 
Checked by AVG Free Edition. 
Version: 7.5.488 / Virus Database: 269.14.6/1061 - Release Date: 10/10/2007 8:43 AM 


No virus found in this outgoing message. 
Checked by AVG Free Edition. 
Version: 7.5.488 / Virus Database: 269.14.13/1075 - Release Date: 10/17/2007 9:38 AM 
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